January 5, 2010 9:48:00 AM 


Item ID: D206-642-241 
Revision ID: 


item Name: Replacerient Skidtube 


Start Date: 05/012^10 Start Qty: 1.00 
Required Date: 18/( 42010 Req'd Qty: 1.00 


Reference: 


Approvals: Process Plan: VA EN 


Work Order ID 54920 


QC: c 

Sequence ID/ Operation — — 
Work Center ID Description 

Draw Nbr Revision Nbr I 

= D2650 Rev F 

100 
HHI E ss 
DC Memo 


III 
Ew EEE 
HHR — 7 
III 


pate: /0- Z OG Tooling: N I n Da. a y 


Cust Item ID: 


gt ` Customer: 


Date:  SPC(Y/N) os Date: 

LE Set Ups Draw Draw Plan Accept 
Run Hours Number Rev. Code Qty 

sie EX. ee eos eek cR 


Document Control Photocopy bluefile & type labels per PPP D206-642-241 
110 0.00 
NI ids 
E 
Skidtubes Memo 0.06 m 
Skidtubes 1-Deburr Fwd edge Nube": 2- Remove ridge on inside of Fwdedge of tube as 
per Dwg D26507:3-WeldEwd Cap as per Dwg D2650. Use aluminum rod. 
Grind D2647 to fit as required! 'Pick:: Oty Part Number 
DescriptionBatch ‘A/R — Alituyinum Rod 4-G 
120 QC6- Inspect dimensions to drawing 


LLU 


Quality Control 


Memo 


0.00 


setup start {AUNT 
STU] 


eR 
Es 


Rua Sart |H 


lll 


Reject Insp. 


E Nia DA B E 
CHG OOS | 


Number Stamp 


Dart Aerospace Ltd f . 
És ee . ORDER CHANGES 


Approval 
“Prod Mar QC Inspector 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 
NCR: WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B 
EU IAN of NC 
(owe se EU IAN A 


MEME ! 
jJ 


NOTE: Date & initial all entries 


H:\fFORMS\Quality Assurance\approved QA\NCRWO RevE 


A LU < bu" wat E 
Routing Print 
7, 2010 10:52:19 AM 


January 


Item ID: D206-642-241 - 


Routing Seq I» Work Center ID — Tool Kit/Tape 
Description/ Memo 


Routing Type: Production 


n 


Tas 


des 


Item Name: Replacement Skidtube ` 


Std Process ID/- 
Description % 


100 DC 100.00% 
DOCUMENT 
CONTROL 
Photocopy bluefile & type labels per PPP_D206-642-241 CHG005 

Total for Routing Sequence [ 100] : 
10 — — Skidtubes í 100.00% 
Skidtubes E 


1-Deburr Fwd edge of tube 


2- Remove ridge on inside of Fwd edge of tube as per Dwg D2650 


BL "T + 


I 


3-Weld Fwd Cap as per Dwg D2650. Use aluminum rod. Grind D2647 to fit as required. 


Pick: 
Qty :.Part Number.)  Descriptioni )Batch 

AIR!!. — Aluminum Rod /72/ / Z OCP, maso? 
4-Grind weld flush to cap on top surface only. 


5-Cut Aft end as per dwg 2650 from front of tube and Deburr 


a 
^  8-Drill pilot holes using Dt 8167. 


holes, cleco DT8732 & doubler leaving DT8732 for added support. 


BE ¿y ZZ 


BE (oi ⁄ 


6-Remove inner indexing ridge on Aft end of skidtube as per Dwg D26 
7-Open holes for Aft end cap as per Dwg D2650 with #30 Drill Bit using DT8025. 


10- Drill D3286-1 doubler rivet holes in tube using # 30 drill, spot drilling doubler at the same time. 


11-Working from the center out, drill # 30 holes into D3286-1 doubler. Cleco each hole as it is being drilled. Verify angle of holes to accommodate rivet heads. 


12-Remove 3/16" cleco's only and open GHW holes to 00.500" as per Dwg D2650 


13-Remove D3286-1 doubers, identify orientation, deburr, then attach them to the workorder 


14-Remove indexing edge using DT8741 as per Dwg D2650 


15-C'sink GHW rivet holes as per Dwg D2650 


ko vf 


Total for Routing Sequence | 110] : 


Setu p 


| Oueue 
Time Time 
0.0000 0.0000 
0.0000 0.0000 
0.0000 — 00000 
0.0000 0.0000 
. 0.0000 0.0000 


(O- [IS 


9-Locate DT8732 from inner Aft saddle hole & 3rd crossbolt hole. Insert D3286-1 doubler using DT8732 & D206-642-241-T1, then locating doubler off of 3/16" 


0.0000 


0.0000 


Machine 
Time 


0.0000 


0.0000 
0.0000 


0.0000 
0.0000 


0.0000 _ 


0.0000 


0.0000 
0.0000 


0.0000 
0.0000 


_ 0.0000 


0.0000 


Page 1 of 5 


Var. Outpl/ 
Outpl. LT 


0.0000 


0.0000 
0.0000 


0.0000 


Routing Print 
January 7, 2010 10:52:19 AM xx — NC ei mE 
O Routing Seq 1D/ — Work Center ID  ToolKit/Tape Std Process ID/ — — Yield 
Description/Memo Description % 
120 QC -. _ “ QC6 miis 100.0006 — 
QC6- Inspect 100.0096 
dimensions to 
drawing a 
E ne Re 3 ____Total for Routing Sequence | 120]: | 
130 Skidtubes 100.00% 
Skidtubes 


1-Open crossbolt holes to 00.3125" 
2-Drill pilot holes using DT8028-3, then open to 00.297" as per Dwg D2650. Open Aft cap hole #6. 


3-Deburr tube and blow out chips from inside the tube 


__ Total for Routing Sequence | 130] ms 


140 HandFinish HandFinishl 100.00% 
Chemical 100.00% 
Y \o/\{Y° Conversion Coat 
per OSI005 4.1 
LIP I eee Total for Routing Sequence I 140] : 
150 Qc fao QC3 100.0096 
ac e] e QC3-InspectPart 100.00% 
Finish 
uu M _ Total for Routing. Sequence I 150] : 
160 Skidtubes 100.00% 
Skidtubes 


1-Open holes to finished size as per Dwg D2650, D2650-3 Drilling Detail (without cutting fluid) 
2-C'sink crossbolt spacer holes as per Dwg D2650(without cutting fluid) 


3-Deburr and blow out all chips from inside the tube 


. Total for Routing Sequence [ 160] : 


H0 QC Qc6 100.0096 
QC6- Inspect 100.0096 
dimensions to 
drawing 


no Total for Routing Sequence | 170] : 


Queue Setup achine 
Time Time Time 
0.0000 — 0.0000 0.0000 
ae 0.0000 0.0000 
2 A R ss ER 
0.0000 0.0000 — 0.0000 
0.0000 0.0000 0.0000 
0.0000 00000 0.0000. 
y Ortga 
0.0000 . 0.0000 0.0000 
0.0000 0.0000 0.0000 
0.0000 0.0000 0.0000 
0.0000. ___. 0.0000 _ 0.0000 
0.0000 0.0000 0.0000 
0.0000 0.0000 0.0000 
0.0000 I 0.0000 0.0000 
0.0000 0.0000 0.0000 
0.0000 0.0000 0.0000 
Y 19/1/12 
0.0000 — 0.0000 0.0000 
0.0000 0.0000 0.0000 
0.0000 0.0000 0.0000 
Se lol 
0.0000 0.0000 0.0000 


E 


0.0000 
0.0000 


0.0000 — 


0.0000 


0.0000 


0.0000 
0.0000 
0.0000 


0.0000 
0.0000 
0.0000 


0.0000 
0.0000 
0.0000 


0.0000 
0.0000 
0.0000 


0.0000 


Iw 


Page 2 of 5 
Move Var. Outpl/ 
Time Outp!. LT 
0.0000 — 0.0000 
0.0000 
0.0000 0.0000 - 
0.0000 0.0000 
0.0000 — atis. 

€ 

0.0000 0.0000 
0.0000 “0.0000 
0.0000 
0.0000 0,0000 
0.0000 0.0000 
0.0000 
0.0000 0.0000 
0.0000 0.0000 
0.0000 
0.0000 0.0000 
0.0000 0.0000 
0.0000 
0.0000 — 0.0000 


2 


Routing Print 


Page 3 of 5 
January 7, 2010 10:52:19 AM o B VETERAN I | E 
Routing Seq ID/ “Work Center ID — Tool Kit/T: ape | Std Process ID/ Yield — — Queue i Setup Machine - "Labor Move Var. Outpl/ 
Description/Memo Description % Time Time Time Time Time Outpl. LT 
~ 180 s Skidtubes - ELS ML "i | 100006 — — 0.0000 0.0000. 0.0000 — 0.0000 — 00000 0.0000 
Skidtubes 00000 0.0000 0.0000 0.0000 0.0000 
1-Locate, install and rivet doublers as per Dwg D2650. Micro-shave rivets as required 
2-Bond POTE web in place as per gsi 015. Ensure holes line up.Allow 12 Hrs. cure time before cutting . 
Start Date:i 'O/(/2O1Timetl 2:20 n5 
Finish Date: Cf , 2 | (Time: @ dyes h 19 a [LiLo 
Pick: 
Qty : ¡Part Number Description! ¿Batch 
AR... ¿Sikaflex-291 (1 (AGO: 
Sikaflex expire date: 427 % / 7 
| ON MENS Total for Routing Sequence | 180]: — 0.0000 0.0000 0.0000 0.0000 0.0000 , 0.0000 
190 QC ocs 100.00% 0.0000 0.0000 0.0000 0.0000 0.0000 0.0000 
QCS- Inspect part 100.00% 0.0000 0.0000 0.0000 0.0000 0.0000 
completeness to ( 
step on W/O Cri «cla | Co " o. 
MH eta N NEVER ____ _____ Total for Routing Sequence [190]: ^ 0.0000 —— 0.0000 — 0.0000 — 0.0000 0.0000 0.0000 
200 Skidtubes 100.00% 0.0000 0.0000 0.0000 0.0000 0.0000 0.0000 
Skidtubes _ 0.0000 0.0000 0.0000 ` 0.0000 0.0000 
I-remove alodine from around hole and prepare for welding BE ^e 1 / 
2-Prep per OSI 005 and Insert D2649 crossbolt spacers. Weld as per OSI 004 and Dwg D2650. Remember to back drill each hole to 0.25" before welding the other 
side. Use aluminum rod. 
Pick: 
Qty: :Part Number! ¡Description! ¡Batch » | 
AIR": :Aluminum Rod! ! MALO? LL 12/01 24 
3-Grind welds flush as per Dwg D2650. 
4-Using DT8733, insert (2) D3286-3 spacers as per QSI 004 and Dwg D2650. Remember to back drill each hole to 00.402" before welding other side. Use SS rod 
as required. . bus Ns 
AIR: SS Rod’ | AU P 
Ea BE 79% 24 
5-Counterbore 5/16" x 0.750" deep except 7th hole from Aft end as per Dwg D2650. Deburr IL 10 / l / 15 
P» I ___. .. Total for Routing Sequence | 200}: ^ 0.0000 — 0.0000 0.0000 0.0000 0.0000 0.0000 
210 HandFinish 100.00% 0.0000 0.0000 0.0000 0.0000 0.0000 0.0000 
HandFinishing _ 0.0000 . 0.0000 0.0000 0.0000 0.0000 
Install D2680-041 Nut Plate as per Dwg D2650 
_ Total for Routing Sequence I 210] n | 0.0000 0.0000 o 0.0000 0.0000 0.0000 0.0000 


M 10/1/75 


Routing Print 


January 7, 2010 10:52:20 AM 


Routing Seq 1D/ Work Center ID Tool KiUTape Std Process ID/ Oueue Machine Labor 
Description/Memo Description | % Time Time Time Time 
x | 20 | | oc si AE QC | — 100.0095 0.0000 |. 0.0000 0.0000 0.0000 
€ 9b 10.00.26 QC9- Inspect visual — 100.0096 0.0000 0.0000 0.0000 0.0000 
a [ per OSI004- Fusion 
È Weld: 
Qli0-? iui loc VS E e AAA My YN 
MCN La E Total for Routing Sequence 1220] iei. e 0.0000 _ 0.0000 ` 0.0000 0000 0.0000 
230 QC ocs 100.00% 0.0000 0.0000 0.0000 - 0.0000 
QC5- Inspect part 100.00% 0.0000 0.0000 0.0000 0.0000 
completeness to > | 
step on W/O Y” vol a 96 ( AC 5 I 
| "n 7 Total for Routing Sequence | 230]: 0.0000 © 0.0000 0.0000 | 0.0000 - 
240 HandFinish HandFinish2 100.00% 0.0000 0.0000 0.0000 0.0000 
Pressure Wash per 100.00% 0.0000 0.0000 0.0000 0.0000 
OSI005 4.3 — R /0-0)- 26 
m I seg s az = ___ Total for Routing Sequence | 240] : 0.0000 — 0.0000 0.0000. 0.0000 
250 Powdercoat Powdercoatl 100.00% 0.0000 0.0000 0.0000 0.0000 
White 100.00% 0.0000 0.0000 0.0000 0.0000 
KA Gloss(Ref:4.3.5.1) 
(3140 per QSIO05 4.3- 
Alum "SEE 
STARTTIME: V: 3 0A ne m = (x ( | 
OVEN TEMPERATURE: 32 © 4- > 10-0)- Ze 
FINISH TIME: 12° ae y^ 
YN n _ Total for Routing Sequence 1250] : 0.0000 0.0000 0.0000. 0.0000 
260 QC QC3 100.0096 0.0000 0.0000 0.0000 0.0000 
QC3- Inspect Part 100.0096 0.0000 0.0000 0.0000 0.0000, 
Finish y O “Ol” e y 
0.0000 0.0000 0.0000 0.0000 


Yield 


— Setup 


Total for Routing Sequence | 260| : 


Page 4 of 5 

Move Var. Outpl/ 
Time Outpl. LT 
0.0000 | 0.0000 
0.0000 

0000 — 0000 
0.0000 0.0000 
0.0000 

0.0000 — 0.0000 
0.0000 0.0000 
^ 

0.0000 0.0000 
0.0000 0.0000 
0.0000 

0.0000 0.0000 
0.0000 0.0000 
0.0000 
— 

0.0000 0.0000 


Routing Print. 


Page 5 of 5 

January 7 2010 10: 52: 20 aM 
“ Routing Seq ID/ ^ WorkCenterID Tool Kit/T ape Std ProcessID/ Yield Queue - I ‘Setup Machine Labor ` Mov — Var. Outpl/- 
Description/Memo Description % Time Time Time Time Time Outpl. LT 
270 — HandFinish ^ 100.00% — 0.0000 — 0.0000 — 0000 — 000 000 00000 


HandFinishing 0.0000 _ 0000 0.0000 0.0000 0.0000. 


1- Install inserts & wearpads a daas DI D2922. Use a drop of Sikaflex inside insert holes before installing wearpad/wearplate. - 
AIR: i 'Sikaflex-291: ; / Z 


Sikaflex expire date:: ! 


2-Install D2651-3 O-Rings on D2651-1 plugs with Petroleum Jelly and install plugs as per Dwg D2650 (D2650-3 detail). Clean excess adhesive. 
3-Install MS27039-4-06 Screw as per DEO 9153. 
4 -Install D2646 Aft Cap an Gys with Sikaflex. Clean excess adhesive 


A/R:.. Sikaflex-291: , Li] 
Sikaflex expire date:i! 


5 -Wing Walk as per Dwg D2650-3 and QSI 005 4.4 
UM T5s s MI Z toloi ag 


Total for Routing Sequence { 270] : _ _ 0.0000 2 0. -0000 —— I 0.0000 0.0000 — 0.0000 _ 0.0000 
300 QC QCS 100.00% 0.0000 ` 0.0000 0.0000 0.0000 0.0000 0.0000 
OC5- Inspect part 100.00% 0.0000 0.0000 0.0000 0.0000 0.0000 
completeness to 
step on W/O & oly b ? ( el 
sale =: __ Total for Routing Sequence { 300]: ^ 0.0000 0.0000 — 0.0000 0.0000 0.0000 0.0000 
310 Packaging 100.0095 - 0.0000 0.0000 0.0000 0.0000 0.0000 0.0000 
Packaging 0.0000 0.000 | 0.0000. 0.0000 0.0000 
Identify and pack for shipping as per PPP D206-664-241 
Location: 
` PPP Rev: 
| — Ss Total for Routing Sequence | 310]: — 0.0000 0.0000 0.0000 0.0000 0.0000 0.0000 
320 QC QC21 100.0095 ~ 0.0000 0.0000 0.0000 0.0000 0.0000 0.0000 
QC21- Final 100.0096 0.0000 0.0000 0.000, 0.0000 0.0000 
Inspection - Work J 
Order Release T jo lo2 o 
Total for Routing Sequence | 320] : 0.0000 0.0000 — 0.0 0.0000 0.0000 . 0.0000 


Total for Alternate Route |Production| of Item [D206-642-241|: 0.0000 0.0000 0.0000 0.0000 0.0000 0.0000 


DD page? 


January 5, 2010 9:48:00 AM 


NN ME O seee see (mG 
Revision 1D: | | 
Item Name: Replacement Skidtube E sop IA 
Start Date: — 05/01/2610 Start Qty: 1.00 IU III e Cust Item ID: ed 
Required Date: 18/052010 Req'd Qty: 1.00 IIII:ÜlII 35 Customer: & 
Reference: i I 

— "ere o ZEE IIT 
Approvals: Process Plan: —. o Date ` . Tooling: ___....... Date: IEEE | 

“ga C MN C E ME a. S» App 

Sequence D/ | Operation. SeUp — Draw — Draw Plan Accept Reject Reject Insp. ———— 
Work Center ID Description Run Hours Number ' Rev. Code Qty Qty Number Stamp 
130 0.00 
TIRE AUR seat 


Skidtubes Mem 0.00 
Skidtubes 1-Open chassbolt holes to 00.3125" ::2-Drili pilot holes using DT8028-3, then 


blow out chips from inside the tube 


140 Chemical Conversion Coat per QSIOQ5 4.1 

HII MD 
HandF inish Memo 

Hand Finishing 

156 QC3- Inspect Part Finish 


LLU 


Ouality Control 


Memo 


Dart Aerospace Ltd 
W/O: 


Approval 
DATE | STEP Chief Eng / 
` ` Prod Mgr 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 
Resolution: Disposition: QA: N/C Closed: Date: 


Corrective Action Section B 


Approval | Approval 
Chief Eng QC Inspector 


NOTE: Date & initial all entries 


H:\fFORMS\Quality Assurance\approved QA\NCRWO RevE 


Work Order ID 54920 
January 3, 201 0 9:48:00 AM E 


Item ID: D206-642241 


Revision ID: 


ON ANIMA 


Accept 


IIIIIIIIIIIIIIIIIIIII 


ILA sco 


Page 3 


se {UNNI 


Item Name: Replacement Skidtube get ZOR (HMI | | il Il 
Start Date: 05/01/2910 Start Qty: 1.00 III oot Cust Item ID: i 
Required Date: 18/01%010 Req'd Qty: 1.00 III "$ Customer: S 
Reference: E 
MS duc m Run seare NIE 
Approvals: Process Plan: Date: _ | . Tooling: ER __ Date: m 
oC Los Date _ SPC (WIN): Date: a MU 
Sequence ID/ Operation = —t™” I Set Up/ "Draw — Draw Plan Accept Reject Reject Insp. 
Work Center ID escription Run Hours Number Rev. Code Qty Qty Number Stamp 
160 0.00 
HII DERE 
Skidtubes Memo 0.60 
Skidtubes -Open holes to finished size as per Dwg D2650, D2650-3 Drilling Detail | 
(Without cutting fluid).;2-C'sink crossbolt spacer holes as per Dwg 
D26S0(without cutting fluid): *3-Deburr and blow out ali chips from inside the 
tube 
170 QC6- inspect dimensions to 
III " — 
QC Memo 
Quality Control 
180 
TR LE SPUR ne 
Skidtubes Memo 0.00 
Skidiubes I-Locate, install and rivet doublers as per Dwg D2650. Micro-shave rivets as 


required‘ :2-Bond D2654-3 web in place as per QS! 015. 
up.Aliow 12 Hrs. cure time before cutting. Start 
Date: Time: .Finish Date: 


sure holes line 


Dart Aerospace Ltd 


WORK ORDER CHANGES 


E 
Approval 
m E [ey | ome | ay | Gerey | erate 
' Prod Mar QC Inspector 
t 


Part No: PAR #: Fault Category: NCR: Yes No DOA: Date: 


Resolution: Disposition: GA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B Verification | Approval | Approval 


Description of NC — - — - 
DATE | STEP Section A Initial Action Description Sign & Section C Chief Eng | QC Inspector 
Chief Eng Chief Eng Date 


. NOTE: Date & initial all entries 


H:\fFORMS\Quality Assurance\approved QA\NCRWO RevE 


Work Order ID 54920 


January 5, 2010 9:48:00 AM 


Item ID: D206-642-241 


Revision ID: 


| nL — 


EN UU UE 


Setup Start 


Item Name: Replacement Skidtube f Stop 
Start Date: 05/01/2010, . Start Qty: 1.00 III _a Cust Item ID: 
Required Date: 18/01/20 Req'd Qty: 1.00 DER % Customer: 
Reference: 
iE A tt E — AW a: : I I QN IE E CMM E Run Start 
Approvals: Process Plan: Date _  . Tooling: x Date: | — 
QC: m u Date _...... SPC(Y/N):. Date: Sup 
Sequence 1D/ Qperation | Set Up/ Draw | Draw Plan — Accept Reject 
Work Center ID Description Run Hours . Number Rev. Code Qty Qty 
190 0.00 
III = 
QC 0.00 
Quality Control 
200 0.00 
III s g 
Skidtubes Memo 0.00 
Skidtubes 1-remove alodine from around hol&and prepare for welding (}2-Insert D2649 
crossbolt spacers. Weld as per OSI 084 and Dwg D2650. Remember to back 
drill each hole to 0.25" before welding the other side. Use aluminum 
rod. "Pick: QtyPart NumberDescriptionBat 
210 
LD eee - 
HandFinish Memo 0.00 
Hand Finishing Install D2680-041 Nut Plate as per Dwg D2650 ` 


Page 4 


EUM 
ALA 


E 


E ] 


A 
A 


Reject Insp. 
Number Stamp 


Dart Aerospace Ltd 
WORK ORDER CHANGES 


Approval Approval 


' Prod Mar QC Inspector 


DATE | STEP PROCEDURE CHANGE Chief Eng / 


Part No: PAR it: Fault Category: NCR: Yes No DQA: Date: 
Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B 


ae of NC | E E 
(owe sre ae A Initial Action Description Sign & | C Chief E QC E 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


HMFORMSQuality Assurance\approved QANCRW O RevE 


Work Order ID 54920 


January 5, 2010 9:48:00 AM 


Item ID: D206-642-241 


Revision ID: 


Item Name: Replacement Skidtube 


EU EE 


Start Date: — 05/01/2010 Start Qty: 1.00 III | Cigst Item ID: 
Required Date: 18/01/2010 ‘Req'd Qty: 1.00 ANN ‘ Éustomer: 
Refereuce: 
Approvals: Process Plan: Date | . |. Tooling: |. | | | _. Date . 
qc: |  / Date SPC (YN): 2 Date, 
SeguencelD/ — | Operation © A “SetUp/ Draw Draw Pian 
Work Center ID Description Run Hours Number Rev. Code 
220 OC9- Inspect Wsual per QS1004- Fusion Weids 0.00 
[III 
QC Memo 0.00 
Quality Control 
230 QC5- Inspect part completeness to stebsqn W/O 


IIIIIIIIIIII 
QC 


Quality Control 


240 


HHI 


HandFinish 
Hand Finishing 


Memo 


Pressure Wash per QSI005 4.3 


Memo 


Page 5 


ee — lili ER 


MEI 


sett 


xe 


Rm Sert DN 
EE CRESA 


Accept Reject Reject Insp. © 


Qty Qty Number Stamp 


Dart Aerospace Ltd 


WORK ORDER CHANGES 
Approval 


DATE | STEP PROCEDURE CHANGE Chief Eng / 


` Prod Mgr 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


SEE és Description of NC Corrective Action Section B 


Section A 


H:\fFORMS\Quality Assurance\approved QA\NCRWO RevE 


Approval 
QC Inspector 


Work Order ID 54920 E UE pase 6 


January 5, 2010 9:48:00 AM 


AM M A —— IOAÏA LE 


Revision ID: 


dea v A 


Start Date: 05/01/2010, St8rt Qty: 1.00 III Cust Item ID: " 
Required Date: 18/01/2010 'heq'd Qty: 1.00 (INI) Csstomer: e 
Reference: 
dr A i e al EE 1 
Approvals: Process Plan: Date: “e Tooling: o Date . u 
QC... Dates 0. . SPCQYNE ates Oe .« E LN 
Sequence ID/ Operation - mE Set Up/ l — | Draw Draw Plan | Accept Reject Reject Insp. i 
Work Center ID Description Run Hours Number Rev. Code Qty Qty Number Stamp 


Rite Gloss(Ref:4.3.5.1) per OSI005 4.3-Alum 0.00 


III 


Powdercoat temo 0.00 BR. vs - — : 


Powder Coating .OVEN TEMPERATURE: 
hF INISH TIME m 
260 QC3- Inspect Part Finish 
il ee I 
QC Memo 
Quality Control 


UT — 


HandFinish Memo E T 
Hand Finishing ; l- Install inserts & wearpads as per dwg D2922. Use a &rop of Sikaflex inside 

insert holes before installing wearpad/wearplate. A/RSi X- 

291 - ‘Sikaflex expire date: ~:2-Install D2651- 


3 O-Rings on D2651-1 plugs with Petroleum 


Dart Aerospace Ltd 


WORK ORDER CHANGES 


Approval 
DATE | STEP PROCEDURE CHANGE By | Date | ay | Chiet Eng/ | Approval 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B 


NL 1 of NC ci e fai 
ES ‘se NL 1 A Action Description ci [e Chief —_ oc a 
Chief Eng Chief Eng Di 


NOTE: Date & initial all entries 


H:\fFFORMS\Quality Assurance\approved QA\NCRWO RevE 


Work Order ID 54920 
January 5, 2010 9:48:01 AM 
Item ID: D206-642-241 

Revision ID: 


Item Name: Replacement Skidtubz 


Start Date: 05/01/2010 Start Qty: 1.00 
Required Date: 18/01/2010 — Rîz7'd Qty: 1.00 


Reference: 

Approvals: Process Plan: — E Date 
DES > ovum tera Date: 

Sequence ID/ | i Operation Y 

Work Center ID Description 

280 

CO eM 

HandFinish 


Hand Finishing 


A/RSikaflexS 91 


E III 


NNDR 
Stop 
III Cust em ID: 
Lu Customer: 
> i Sak ME Run Start 
_ Tooling: Date 
Stop 
.. SPC (Y/N): Date 
i Set Up/ Draw Draw Plan Accept Reject © 
Run Hours Number Rev. Code Qty Qty 
0.00 
0.00 


I-InstallND2646 Aft Cap and seal with Sikaflex. Clean excess adhesive 
n 


"Sikaflex expire date: 22- 


Wing Walk as ber Dwg D2650-3 and QSI 005 4.4 Batch: 


QC3- Inspect Part Finish 


mt 


Quality Control 


Memo 


mitt 


Qualitv Control 


Memo 


QCS- Inspect part completeness to step on W/O 


0.00 


Page 7 


E B 


LLL 


A 
Yr ' 


TB 
[TUM 


Reject Insp. © 
Number Stamp 


Dart Aerospace Ltd 
| WORK ORDER CHANGES 


Approval 
DATE | STEP PROCEDURE CHANGE y Qty | chiet Eng/ Approval 
` Prod Mgf nspector 


Part No: __ PAR: Fault Category: NCR: Yes No DQA: Date: 
Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


D (owe ‘sree NL of NC Corrective Acuon.. asection 3 E E 


GS 
Chief Eng Chief Eng Date 


NOTE? Date 4 initial all entries 


HMFORMS'Quality Assurance\approved QA\NCRWO RevE 


Work Order ID 54920 LU Page 8 


January 5, 2010 9: 48: pI. MT 


am a ee EL ——2 B 


Revision ID: 
Mem Name: Replacement Skidtube sep [lili 

. Start Date: 05/01/2010 Start Qty: 1.00 LAI Cust Jem ID: = 
Required Date: 18/01/2010 Rés'd Qty: 1.00 TUUM Cusigmer: ae 
Reference: | 

> ete aT aaa wa Run Start QAM 
Approvals: Process Plan: _ _.. Date . .— Tooling: eol... Date 0 0 
QC, Date: SPOON Date EE il 

Sequence DU Operation. “rb bb Set Up — | Draw Draw Plan “Accept Reject Reject | Insp. | 


Work Center ID Descrip Run Hours Number Rev. Code Qty Qty Number Stamp 
310 0.00 


DI E pee N [Co 
Packaging ho 0.00 
Packaging - Ms NS : ja uwa as per PPP mee DDD 5 Y q Oo 


220 QC21- Final Inspection - Work ON 
A o |oz Jol 
QC Memo 
Quality Control 
j0-9- 


Dart Aerospace Ltd 


WORK ORDER CHANGES 


W/O: 


Part No: PAR #: Fault Category: . NCR: Yes No DQA: _ Date: 


Resolution: Disposition: QA: N/C Closed: Date: D 
WORK ORDER NON-CONFORMANCE (NCR) 


D 3 me NL | of NC Corrective Action — Section B 


i Eo ES 
NL | A Initial Action Description Sign & i C Chief Eo ac ES 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


HAFORMS\Quality Assurance\approved QA\NCRWO RevE 


Approval È 
| DATE | STEP x PROOEDURECHANGE = CHANGE | Date | aty Chief Eng / ro. 
* Prod Mgr nspector 


Single-Level Bill 


January 7, 2010 10: 55: 24 AM ' Page 1 of 2 
Criteria : Item ID: d206- 642- 241, All Product Families, All Item Types, All I Categories, All WI Buyers/Planners, E Effective Start Date: 1/07/10. | 

RUNS Level Bill of Material Standard Report | As Ll E 1/07/10. I s o I i 
Parent Item ID — D206- 642- 241 Unit Measure Each “Replacement item ID 

Item Name - Replacement Skidtube 

Item ID Item Name. ReplacementltemID — Qty/Assy Unit Measure Eff. Start Date -Eff-Stop-Date (3 


BOM Type Production 


3286-1 
"v D2647 
5 2600-1-160 
A €20 
352654-3 
NS CR32124-04 
902649 
79032863 
77702680-041 
—CR3212-4-03 
“SCCR264S83.3 


LL 902646 

—— D265 1-1 

— YAN960JD416 
9026513 

— >MS27039-1-08 
—NALS4-1032-130 
_—__NMS27039-4-06 


AN960JD10L 
D3537-1 


Doubler 

Cap 

Extrusion Round 3" 206 
Web 

Cherry Rivet 

Cross Bolt Spacer 
Spacer 

Nut Plate 

Cherry Rivet 

Cherry Rivet 

AR Cap AG/OF 
Plug [530 
Washer "n 3 AES 


O-Ring Z/%//Z.. 
Screw //O 45, 2i 
Insert / M O 6l 


Screw / Of Col 


Washer //o GBS 
-Wearpad 5 | 6F4 


60 D qoc 


2.0000 Each 12/05/09 
1.0000 Each 12/05/09 AKI 2 BE: hf 7 
1.0000 Each 1/07/10 I 
1.0000 Each 12/05/09 p LEE d - 
52.0000 Each 1/01/08 102307] woos / co 
18.0000 Each 120509 4 5/ 5 2 (13) BE rofa fof / 
2.0000 — Each 12/05/09 yg 4 (2) AA 
1.0000 Each 12/05/09 0557266 7) Ç ig (2) Lech 
2.0000 Each 1/01/08 i UO 19/1)5 
2.0000 Each 1101/08 (^ 9525 D pios 
/ 1.0000 Each 120509 XY, /O-A-BS. 
yd 18.0000 Each 12/05/09 LO OI - 9s. 
Í 10000 Each 1/01/08 e /07 Ot - 8g. 
| 18.0000 Each 12/05/09 »-a~ as 
NG 46.0000 Each 1/01/08 A D ba- 8€. 
44, 44.0000 Each 1/01/08 LÁ (0-0 OR | l 
| 1.0000 Each 1/01/08 £ /o-Ol- -> . D 
Ae 46.0000 Each 1/01/08 / 0-0 š 


+, 4.0000 Each 1/07/10 AE 15 - De y 


Single L Lével Bill of Material Standard Report. | As of: 1/07/10 — 

Parent Item ID D206- 642- 241 Unit Measure Each Replacement Item ID 

Item Name Replacement Skidtube 

Item ID Item Name Replacement Item ID ` Oty/ Assy Unit Measure Eff. Start Date. Eff. Stop Date 


9D3537-3 Wapad POSCOP ~ f 1.0000 Fach 1/07/10 


M 3535-13 Wearshoe 259% f 1.0000 Each 1/07/10 


| 59D3536-13 Gasket / 1.0000 Each 1/07/10 

D3535-21 Wearshoe 3134 f 1.0000 Each 1/07/10 PL Dorp 
| 3536-21 Gasket — A Zojo Ú 1.0000 Each 1/07/10 "e$. 
T 2) D3535-33 Wearshoe Cy ( HT / 1.0000 Fach 1/07/10 


7953536333 Gasket 51593 j 10000 Each 1/07/10 


January 7, 2010 10:55:25 AM Single-Level Bill Page 2 of 2 


E 


¿SHOP COPY 
RETURN TO 
ENGINEERING 
UNCONTROLLED COPY 
SUBJECT TO AMENDMENT 
WITHOUT NOTICE 
WORK ORDER 
NO. 3-7 2. 


yd DM - DJ 


INSERT (or AXS4-1032-130, ALS4-1032-130, 
ALST-1032-130) 


DRAWING UPDATED TO CURRENT STANDAROS. SHT | 


TES: 
MATERIAL: N/A i 1 6 ADDED. ALL SECTION AND DETAIL VIEWS 
FINISH: -CHEMICAL CONVERSION COAT PER DART OSI 0054.1 F TRANSFERED TO SHT 6. SHT 1 IN PL PART 02649 QTY | 
POWDER COAT WHITE (4.3.5.1) PER DART QS! 005 4.3 UPDATED. SHT 6 SECT C-C GRIND INSTRUCTIONS 
BLACK ANTI-SKID PAINT AS INDICATED TO 0.5 ABOVE LOCATION RIDGE PER DELETED FROM NOTE 7 (SEE NCR 239). 
DART QSi 005 4.4 € _ | RMOVE CBORE, CHG DRILL, ADD CHAMFER CP | 06.03.30 
tures tote se verse NOTED ° C6 D | = | === | 
UNITS: INCHES UNLESS OTHERWISE NOTED MOD GROUND HANDLING ON D2650-1/-3 | Z | 
BREAK SHARP EDGES: 0.005 TO 0.010 MAX CHANGE HOLE PATTERN AND FRONT END DS 
IDENTIFICATION: MONE B 4 AS MANUFACTURED CHANGES | es | | srosss | 106.25 
WEIGHT: N/A | X | NEWISSUE | DS | 970325 | 
WELD PER DART OS O | REV. ] | mv | pae i 
DAMAGE TOLERANCE ON FWO BEND: - i i 
THERE SHOULD BE NO VISIBLE WRINKLES IM THE BEND PROM THE GROUND TO A HEIGHT OF 5 INCHES ABOVE THE ke DS DART AEROSPACE USA, INC 
GROUND. IT IS ACCEPTABLE TO POLISH QUT GOUGES UP TG 0.020 DEEP IN THE BENT PORTION OF THE TUBE. A ORAWN AUS PORT HADLOCK, INA 
MAXIMUM REDUCTION IN DIAMETER OF 0.180" IS ACCEPTABLE IN THE BENT PORTION OF THE TUBE. (chExzo | 4 |ORAWINGNO. REV. F! 
) BOND WEB INTO OUTER TUBE WITH SIKAFLEX-241f-291 ADHESIVE PER DART QS 015 wrcAPPR | 62 |D2650 SHEET 1 GF | 
INSERT D2651-1 PLUG CIW D2651-3 O-RING IN HOLES MARKED 'F (BOTH SIDES OF TUBE) [eoo | AJ [mne sui 
) DRILL 0.297 FOR ALS7-1032-130 INSERTS USING TEMPLATE DT8955-1 ON - TUBE, DT8056-3 ON -3 TUBE, DT8056-5 ON -5 | 
TUBE, AND DT8056-7 ON -7 TUBE. INSTALL INSERTS AFTER FINISH, jorarer | -A |206/407 SKIDTUBE ASSEMBLIES BTS 
) TOLERANCES ARE PER DART QSI 018 UNLESS OTHERWISE NOTED J""* og 08.08 TEONE S me ue GO OT Tbe UD APR Bens Gorn MATT 
8 7 5 s 4 3 2 1 


WORK ORDER CHANGES 
Approval 


DATE | STEP PROCEDURE CHANGE £hief Eng / 
Prod Mgr 


Dart Aerospace Ltd > 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 
Resolution: Disposition: QA: N/C Closed: Date: 


Corrective Action Section B 


NOTE: Date 4 initial all entries 


H:\fFORMS\Quality Assurancelapproved QA\NCRWO RevE 


4 


DETAIL F 
A36 


NO CBORE THIS HOLE, 
ON EITHER SIDE 


D2654-1 WEB 00.375 
17 PLPER SIDE 


79.4 TO BEND TANGENT 


$6.5 


D2650-1 BENDING/DRILLING DETAiL 


FINISH HOLES PER DETAIL D c25 


ANTI-SKID PAINT 


D2650-1 ASSEMBLYJFINISHING DETAIL 


2.00 TO 
WEB 


O » 7 E 
— E DART AEROSPACE USA, INC 
PORT HADLOCK, WA 
+ AB Ls NO. REV. Fl 
TITLE SCALE 
E] 206 MUT SKID: SKIDTUBE SS E 


NER ies E o Er THE EXP n EE sz: ra 
o an NE ON CORT ON ce AE SNE NCR ENT 
ART FSACHPYL: 13. 


4 
t 


Dart Aerospace Ltd 
WORK ORDER CHANGES 


DATE | STEP PROCEDURE CHANGE 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


DATE |STEP Description of NC Corrective Action Section B Approval | Approval 


Section A Chief Eng QC Inspector 


NOTE: Date & initial all entries 


H:MFORMS\Quality Assurance\approved QA\NCRWO RevE 


7 6 5 4 3 2 4 
i ' 
68.50 15.50 
63.50 10.00 
53.500 
DETAIL A 5.00 D 
30.90 0 : 
S HOLES @ 7.725 PITCH 16.87 de 
$50 l— | 


I A R30+1 


— 2.00 TO 
lo N 5 WEB 
50 re, = : NA BUE M 
] EA AP, a Fe eee i MEME ` MERE a ME 
DO NOT CBORE THIS HOLE, N DETAIL A 
D2654-3 WEB 0378 ON EITHER SIDE E DETAIL B_ 
18 PL PER SIDE ze 210022 A 
471 
REF 1 87.0 TO BEND TANGENT 
104.1 
D2650-3 BENDING/DRILLING DETAIL 
B 
DETAIL F 
22: FINISH HOLES PER DETAIL D cos DETAILE 


A746 
ANTI-SKID PAINT 


3PL 


=> USE ROP BELO DIAL PALS Y 


D2650-3 ASSEMBLY/FINISHING DETAIL BOS 722 
ECN NADIE DART AEROSPACE USA, INC | 
forawn | AS | PORT HADLOCK, WR 


CEC I — |pmewwewo- REV. F 
juro apPR | E |D2650 SHEET 30F 6 
eno | A. [mme SCALE 
[DE APPR. | f 206407 SKIDTUBE ASSEMBLIES [us 
IDATE © 1837 SY DART AERCEPACE USA, MC 

| 08.08.08 E EU ce e caerme | 


7 6 5 4 3 = 92 1 


Dart Aerospace Ltd 


wo: | WORK ORDER CHANGES 


Approval 
Chief Eng / Approval 


Prod Mar QC Inspector 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 
Resolution: Disposition: QA: N/C Closed: Date: 


Corrective Action Section B 
Approval | Approval 


Initial i ipti i i Chief Eng | QC Inspector 
Chief Eng 


NOTE: Date & initial all entries 


HMFORMS Quality Assurance\approved QANCRW O RevE 


DETAIL F 
A36 


DETAIL A-: 
eet 


17.4 
REF 


30.92 
SHOLES @ 7.725 PITCH 


02654-5 WEB 


90.625 
THIS LOCATION ONLY 
BOTH SIDES 


90.375 
19 PL PER SIDE 2300 


190.3 TO BEMD TANGENT 


174 


D2650-5 BENDING/DRILLING DETAIL 


FINISH HOLES PER DETAIL D 
C24 


P 


P P 


D2650-5 ASSEMBLY/FINISHING DETAIL 


ANTESKID PAINT 
2PL 


DETAIL A 
C86 


DETAIL E 476 


DELEAS 
lO 5 2 — | 


[pesen | DS | DART AEROSPACE USA, INC 
[maw | MS PORT HADLOCK WA 


| 52650. SHEET 4 OFS 
ce AR mia SCALE 
IDEAPPR — | —M- ] 206/407 SKIDTUBE ASSEMBLIES 


NTS 
COPYRIGHT O 1837 GY DART REROSPACE USA, INC 
¡DATE 08. 08.08 AR ica RA a fair ded IGI 
VEM IE AE ty NE DICOM ROMERO 19 N I RSA TIUS 
ipe PREME SAI DINT AEAF USA INC. 


1 


Dart Aerospace Ltd 
WORK ORDER CHANGES 


DATE | STEP PROCEDURE CHANGE 


Part No: __ PAR â: Fault Category: NCR: Yes No DQA: Date: 
Resolution: Disposition: QA: NIC Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B 


ES IAM of NC pm es GSi 
(owes n ES IAM A Action Description pm C Chief es QC GSi 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


HMFORMSQuality Assurance\approved QA\NCRWO RevE 


AN A - SS ¡AE S 
I a 
h ñ 
* ” 
8 7 6 5 4 3 2 1 
Li 
s > 
406.00 —— | 
1350 
DETAIL A 
CBE 
i 2098 
5 HOLES @ 7.725 FITCH 
R30+ t 2.00 TO 
= LCN | = 
9 «ua az = — Y OO ———— AO o — Oe 
| YA RATA IEEE ENTE ANETO ARI E PEA DIOR OTIS E SE] 
| 
| 00.375 \ 
| 2 
D 7 23 PL PER SIDE 209 mE 
WEB 90.625 DETAIL A 
THIS LOCATION ONLY C&6 5000 
BOTH SIDES 


10.000 


17.1 421.5 TO BEND TANGENT 


1388 


D2650-7 BENDING/DRILL DETAIL 


TAIL F 
A36 


ANTI-SKID PAINT 


FINISH HOUES PER DETAIL D 034 


Ul b 51920 


D2650-7 ASSEMBLY/FINISHING DETAIL TIE ET ONE DART AEROSPACE USA, INC 


{DRAWN PORT HADLOCK, WA 


COPTRIGH © OFT HY RT AEROSPACE USA, INC 1 
GATE È o5. 08. 08 DOCIAU EE PRICE, MEME TENDA APC G SUPPUED ON THE EXPAESS OTIA Teu! it 
Baal. rn I 


8 7 6 5 4 : 1 


Dart Aerospace Ltd 


WORK ORDER CHANGES 


10: 
Approval 
Prod Mgr 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 
Resolution: . Disposition: QA: N/C Closed: Date: 


a Corrective Action Section B 
. "E n a Approval | Approval 
: | Initial Action Description Chief Eng | QC Inspector 
Chief Eng 


Chief Eng 


NOTE: Date & initial all entries 


HNMFORMSMOuality Assurance\approved QANCRW O RevE 


“ee ar NCC Np a 2 


26 PER DOUBLER 


ENLARGE TO 90.500 IN D3256-1 


ENLARGE TO 20 625 IN TUBE 
DETAIL A c; 2 PURER SIDE 
SCALE 2X 072 
c DETAIL B 33 
C24 SCALE2X “33 
D7-4 
C25 
055 
SEAL WITH 
2.400 SIKAFLEX-24 11291 
END OF 02646 
WEB AFT CAP 


ORILL #6 
60.204 REF 


BORE OUT END 
OF SKIDTUSE 
TO 0.75 DEPTH 
AND 0.070 WALL 


NS27039-1-08 SCREW (1) 
AN960JD (OL WASHER (1) 
2PL 


DETAIL E 522 


B2-3 
SCALE 2X "ta 


Bs 


DRILL #30, CSINK £0.229x100* 
INSTALL CR3212-4-04 RIVET 


SECTION CC crs 
SCALE NONE 
0.425 
TYP Ü 
D2649 SPACER 
AFTER DIVULING AND SEHIDING ASSEMBLY 
PERFORM THE FOLLOWING FOR 00.375 
D3285-3 SPACER HOLES ONLY: ; | 
È 2PL 1. CHAMFER HOLE 0.030 X 45° | 
2. INSERT D2:49 SPACER 
TO INSTALL DIABE MI | =. D3286-1 3. WELD INTO PLACE AND GRIND FLUSH 
t DOUBLER 4. CEORE 
FLUSH WITH ROUND TUBE LU REF AKS7-1032-130 8, E 10$M.313 X 0.75 DP 
2. LOCATE & ORILA D3286-1 DOUBLER REF 
USING DT3225-3T* 
3. ENLARGE HOLES IN 03286-1 TO 20.500 
4. ENLARGE HOLES IN TUBE TO 00.625 
AND CHAMPER HOLE 0.030x45" DETAIL D 842 
5. RIVET 03286-1 TO TUBE FOR 20.375 HOLES ONLY 843 
6. INSERT C3286-3 SPACER SCALE 3X 82 C 
7. WELO IN PLACE. 845 
CCR264SS3-3 RIVET 2 PL f 
MS27039-4-06 SCREW (1) . 
ANS60J0416 WASHER (1) iii 
CR3212-4-03 RIVET 2 PL i E 


D2680-041 NUTPLATE (1) 
02647 CAP (1) 


REMOVE RIDGE ON 


[DRawN | 
[ E O REV F 
EF. |D2550 SHEET 6 OF € 
| AW | 


2. REMOVE RIDGE ON FWD SIDE 

3. LOCATE D2647 (TRIM AS NECESSARY) 

4. WELD D2647 IN PLACE FER DART OSI 004 B 
S. GRIND FLUSH 
5. RIVET D2680-041 PRIT PLATE IN PLACE 


NOTE: MASK THREADS (N D2680-041 PRIOR 
TO FINISH 


SCALE È 


TITLE 
DEAPPR. — | JE _| 206/407 SIGOTISBE ASSEMBLIES NTS 


DATE NE 
08 08 08 DOCUMENT TE TANTE AC ODIWFNC ZITAL AD 13 SUPPLIED ON TE EMPRESS CORCIENON Tres T Ç” nt 
.08. ET ORC UU I on CRATERI TR bil 
Tn EEN ROG OT SA 


PYRIT O 13:7 6Y DART AEROSPACE USA, IIC 


ORIENTATION OF Rope ipa 
D2680-041 ) 

DETAIL F ,,, 

SCALE NONE 883 
55-4 
85-5 
CHECKED 
MFG. APPR 

5 z s 


2 š 1 


a 


Dart Aerospace Ltd 


DATE | STEP 


NOTE: Date & initial all entries 


HMFORMS'Quality Assurance\approved QA\NCRWO RevE 


WORK ORDER CHANGES 
PROCEDURE CHANGE 


Fault Category: 


Disposition: 


Action Description 
Chief Eng 


Approval 
Taie Eng / 
Prod Mgr 


NCR: Yes No DQA: Date: 


QA: N/C Closed: 


AWS D17.1.2001 
QUALIFICATION TEST RECORD 


Name: cele o 
Job number: y: MS p 
Part number: > a: 


Description: Aci -—x; 
Welding Process: Tigh] Mig[ ] 
Base materie: |\\uminiun 


Current: ACTA DCI ] 


TEST REQUIREMENTS AND RESULTS 


Visual: pass fail[ ] 
Penetration: pass[ A fail[ ] 
UNACCEPTABLE 

Cracks: passt fail[ ] 
Undercut: pass[ J] fail ] 
Pin holes: pass Jf fail[ ] 
Overlap (cold lap) pass[/] fail ] 
Porosity (surface): pass[ A fall ] 
Coloration: pass[/] fail[ ] 


The above named individual is gualified in accordance with AWS D17.1.2001 to weld 


: H\FORMS\Production\approved.prod.\Welding Coupon.Rev.A 


